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(57)Abr^6/Abstract 

The invention relates to an insulated container for hot drinks or the like comprising an inner cup having a generally frusto-conical 
cup body, a generally frusto-conical outer shell, a thermo-sealable plastic coating on at least one of the inside of said shell and the 
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(57) Abr§ge(surte)/Abstract(continued): 

outside of said cup body, said cup being seated witliin said shell so that the coating extends at least along a contact path near the 
upper edge of the shell along which contact path outer surface of the cup body and inner surface of the shell are in contact. The 
invention is to provide the container with improved insulated properties. This object is reached by at least one bonding spot and/or 
bonding area for bonding said shell to said cup body by said plastic coating which is only locally formed writhin said contact path. 
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ABSTRACT 

The invention relates to an insulated container for hot drinks or the like comprising an 
inner cup having a generally fnisto-contoai cup isody, a generally faisto-conical outer 
sheH. a thermo-sealable plastic coating on at least one of the inside of said shell and the 
outside of said cup Ijody, said cup being seated within said shell so that the coating 
extends at least along a contact patii near the upper edge of the shell along which 
contact path outer suriiace of the cup body and Inner surface of the shell are in contact. 

The invention Is to provide the container vwtti improved insulated properties. This object 
is reached by at least one bonding spot and/or bonding area for bonding said shell to 
said cup body by said plastic coating which Is only locally formed within said contact 
path. 
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INSULATED CONTAINER. METHOD OF FABRICATING SAME 
AND APPARATUS FOR FABRICATING 

The invention generally relates to containers. It relates particularly to Insulated containers 
for hot drinks or the like, a method of febricating such containers and an apparatus used 
for fabrication of such containers. 

There are many examples in the prior art of containers with insulation features for use 
with hot liquids such as coffee, tea, soups and the like. Examples may be found in US-A- 
2,266,828. US-A-4,007.670. US-A-5, 145,1 07, US-A-5.460,323, US-A-5,524.817, US-A- 
5,685,480, and US-A-6,663.926. Each of these containers includes an Inner cup and an 
outer shall separated by an air gap. In modem containers of this type the cup is 
fabricated of thin paperboard coated inside with a polyethylene resin or the like, the cup 
and shell are fastened together by gluing them in strategic locations at top and bottom or, 
In some recent instances, by hot sealing. The air gap between the cup body wall and 
shell may be maintained by spacers of varying configuration. 

It is an object of the present invention to provide an improved insulated tiontatner, 
method of fabricating same and an apparatus for fabrication such that improved bonds 
between cup and shell are possible by an improved method of bonding in a simple way. 

The foregoing and other objects are realized by an insulated container for hot 
20 drinks or the like, comprising: 

a) an inner cup having a generally frusto-conical cup body; 

b) a generally frusto-conical outer shell; 

c) a thenno-sealable plastic coating on at least one of the inside of said 
shell and the outside of said cup body; 

d) said cup being seated within said shell so that the coating extends at 
least along a contact path near the upper edge of the shell along which contact 
path outer surface of the cup body and Inner surface of the shell are in contact, 
characterized in that at least one bonding spot and/or bonding area for bonding 
said shell to said cup body by said plastic coating is only locally formed within 

30 said contact path. 
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According to another aspect of the present invention, there is also provided a 
method of fabricating an insulated container for hot drinks or the like, comprising 

the steps of: 

a) forming a generally frusto-conical shell; 

b) heating a thermo-sealable plastic coating provided on the inside of said 
shell and/or on the outside of a generally fmsto-conical cup to its melting point; 

c) inserting said cup into said shell until the outside of the cup wall seats 
against the melted plastic along a contact path, and 

d) pressing shell and cup wall together at least at one bonding spot and/or 
1 0 one bonding area which are localized within said contact path . 

Other prefen-ed aspects, embodiments, variants and/or resulting advantages of 
the present invention are briefly summarized hereinbelow. 

The thermo-sealable plastic coating is provided on at least one of the inside of said shell 
or the ioutslds of said cup body and after heafing the coating and seating the cup within 
the shell at least one bonding spot and/or bonding area for bonding said shell to said cup 
body by the plastic coating Is only locally fonned within a con^ponding contact path. 
This "contact path' is generally a virtual contact patii vk^ers outer surface of cup body 
and inner surface of the shell may be in contact when the cup is seated within the shell. 
However. K Is not necessary that there is an actual contact between the corresponding 
20 walls of shell and cup body along all of tiielr circumference but tiie contact path may only 
extend partially along the circumference wherein wittiin Uiis contact path corresponding 
bonding spots and/or bonding areas are located. Those are only locally formed by Vne 
corresponding method wherein shell and cup wall are pressed together at least at one of 
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such bonding spots and/or one of sudi bonding areas wi^ch are iocaiized within sad 

contact path. 

As the corresponding thenmo-sealabie plastic coating is melted prior to inserting the cup 
in the shell both then will be bonded in the corresponding bonding spots and/or bonding 
areas by this coating after hardening. 

Of course. It is also possible that the contact path is an annular path which also may 
completely circulate cup body and shell and may have a certein extension in vertical 
10 direction which means perpendicular to the corresponding circumferential direction. 

It is sufRdent to only use one bwiding spot or bonding area as they are only used to 
prevent losing the inner cup during handing the container for assembly, packaging, 
nesting or the Oke. After a corresponding hot drinic or the like is filled in ttie container the 
inner aup vrill remain within the shell mainly by the weight of the con^spondlng drink ■ 
such that a coniesponding bonding spot or b(»idihg area only needs to provide quite little 
bonding fbrce. 

However, it is also possible to mors securely fix cup body and shell to eadi other by, for 
^ example, provkling a number of bonding spots and/or bonding areas ftumed along the 
contact path, all separated from each other by bending finee parts of said oontact path. 
Moreover, the bonding spots ar%I/or boncSng areas may be ananged side-by-side and 
separated from each other in horizontal and/br varfical direction within the contact path. 
This means that sbigle bonding spots or bonding areas are ananged in horizontal or 
verttoai cfiraction or that a group is fonned by such bonding spots or bonding areas 
whteh, for example, are arranged in vertical dredion and that such groups are then 
ananged side-by-skle in horizontal or drcumfsrentiai directtoa 

it is possible to pro\rfde the oorre^jonding bonding spots and/or boncfing areas unevenly 
30 cSstributed in drajmfiararifiai direction. To vnprova the assembfy erf the container and 
also the conresponding method of ftdjricating it may be advantageous if the 
corresponding spots or areas are evenly distributed. 

The conesponding insulated conteiner has a gap between cup wall and shell wail in a 
lower section of the container and generally the air gap should be maintained without any 
heattransfenvig connecHons. Consequently, ft will be advantageois to form the 
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corresponding contact path between an annular upper wall section of the cup body and 
an upper essentially cylindrical section of said shelL In this part of the container a 
corresponding gap is not necessary as the contact path is arranged higher than the ievei 
of the beverage filled in the container. 

It is also possible to arrange said boncfing spots and/br bond&ig areas immediately 
adjacent to the lower edge of said annular upper wall section of the cup body, where an 
upper shoulder is formed. Below thIS: upper shoulder the gap will start 

10 DiffierBnt materials are possible for shell or cup v^rein also at least one cf those may be 
made of a corresponding plastic material For recycle reasons it is also possible that cup 
and/or shell are made of paperboard. To obtain sufficient fluid density of at least the cup 
the con^sponding paperboard for forming the cup is coated with the above mentioned 
polyethylene resin or the liica Of course, the paperboard can also be coated with the 
thenno-seaiable piasfic coating wher^ it may be provided on the outside of the cup • 
wall, the inside of the shell wall or also may be arranged on both of those wails. 

The corresponding bonding spots or bonding areas niay have different shapes. For 
example, bonding spdis may have circular, rectangular or other cross-secUon. The 
20 conesponding bonding a^eas may have the form of short stripes wherein the stripes may 
be hoitEontally arranged or may also be UKBned with respect to circumfarentlai dbiedian. 

For melting the corresponding plastic coating it is sufRcient to only heat it locally but it is 
also posstile that, f9r example, ttie piasfic coating as an annuier ^p is completely 
heated. 

For obtelning sufficient force to press cup wail and shell wall together until the thermo- 
seaiabie plastic coating is again hardened an annular first member with at least one 
radially dispiaceable or protruding pressing element can be positioned inside the cup 
30 body whidi pressing member presses against an external second member to press tiie 
walls of cup body and shell together by botii members to form one or more boncfing spot 
and/or bonding area. It is of course also possible tiiat tiie corresponding pressing 
members are part of tiie extemal second member or tiiat ttiose pressing members are 
provided by botii members. 
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It is also possible that such pressing members are not in dkBd contact with one of the 
walls of ttie container but that they defonn, for exEunple, an anmilar and flexibie ring from 
its inside and that this ring vrith its defomned parts on its outside w3l then press the walls 
of cup body and shell together by cooperation vwtii flie olher member. 

A corresponding apparatus for bonding outer shell and inner cup to fonn an Insulated 
container for hot liquids or the like comprises such first member to be arranged v\rithin the 
inner cup, such second member generally concentric wKh said first member and 
^ an^nged outside the outer shell, and at least one radjally protruding or movable pressing 
member to press opposed shell and cup walls together to fomo one or mora bonding 
spots and/or bonding areas along the drcurnference of sheO and cup. 

The first member may be an annular ring or a disk that is inserted within the cup body. 
This annular ring or disk may support the corresponding presang member or members 
such that they are movable in radial direcBon. 

A simple embocfiment of such a movable pressing member is a plunger movably 
supported by said first andAM- second member. 

20 To obtain evenly distributed bonding spots or bonding ar^as the corresponding number 
of radially movable pressing elements are also evenly distributed along the 
drcumferBnce of first or second member. 

To arrange the sheB prior to insertion of the cup body it is advantageous that the 
apparatus comprise a rec^ving member with at least a skirt portion and ehi upper flange 
used for holding the sheSL 

To use the corresponding receiving member edso as a second or external member it is 
possible that a counter pressing extension ^nds ftxmi file upper fiange of tiie receiving 
30 member in essentially vertical direction. Ttien. the corresponding movable pressing 
members may be part of the first or annular member and ho second and separate 
member is necessary. 

It is also possible to use the receiving member Ibr holding the cup body in a 
predetemiined position wherein tiiis may be realized by an upper end of the counter 
pressing extension which is used as a seat for the outivard curi of the cup body. 



ca. 02520677 2005-09-22 



5 



The Invention, including the construction of the container, its method of manufacture and 
a con-esponding apparatus for manu^cture is illustrated more or less dIagFammatlcally In 
the drawings, in which: 

FIGURE 1 1s a side elevatlonal view of an insulated container comprising an inner 

cup. an outer shell and emlwdying a first fbmn of the present invention; 
FIGURE 2 is a bottom plan view of the container of Figure 1 ; 
FIGURE 3 is a side elevational ymf of the container in Rgure 1 , with the 

elements of the container in vertical section; 
FIGURE 4 is an enlarged, vertical sectional view through the top of the shell of the 

container of Rgure 1, showing a first container assemtily step; 
FIGURE 5 Is a ^ew similar to Rgure 4 showing insertion of the cup in the shell; 
FIGURE 6 Is a view similar to Figure 4 showing dot welding of the shell and cup In 

a further container assembly step; 
FIGURE 7 Is a top plan view of the container and a corresponding tool or 

apparatus for dot welding; 
FIGURE 8 Js a perspective view of a container matted with the tdol of Figure 7 for 

dot welding according to the invention; 
FIGURE 9 is a view similar to Rgure 3 of an insulated container embodying a 

second form of the present invention; 
FIGURE 10 is a view similar to Figure 4 of the second container embodiment 

showing the first assembly step; 
FIGURE 11 is a view similar to Figure 5 of the second container emlsodiment in a 

further assembly step, and 
FIGURE 12 is a view similar to Figure 6 of the second container embodiment 

showing a further assembly step. 

Refening now to the drawings, in particular to Figures 1 to 3, a hot drink container 
embodying features of a first fomn of the present invention is illustrated generally at 10. 
The container includes an inner cup 12 and an outer shell 14 telescoped together and 
spot bonded to each other according to the present invention. 

According to Figure 3 the inner cup 12 includes a cup body 22 and a cup bottom 24, 
separately formed of paperboard in a conventional manner. Prior to fabrication, the 
paperboard is coated on one side with thermo-sealable plastic material such as 
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polyethylene orttie like. The assembled cup 12 then has an intern^ coaOng 15 of 

polyethylene over all or a portion of Us internal surface. 

A frusto-conical wall 29 of tfie cup body 22 has an annular shoulder 31 fonried inwardly 
from it near cup bottom 24. The shoulder 31 ads as a stop for the neaA cup above v^en 
cups are stacked. 

The cup bottom 24 is seated in the body 22 in the manner illustrated. A segment 26 of 
^ ^ the lower edge of the cup wall 29 is folded inwardly and upwardly to capture an annular, 
downwardly extending skirt sec&on 28 of tfie cup bottom 24. 

The cup body 22 also has an annular upper stwulder 32 fbnned outwardly of Its frusto- 
conical side wall 29 for a distance of 5 mm or more downwardly from an outward curl 34 
whidi fbnms an upper edge of the body. Between shoulder 32 and curl 34 an upper wall 
section 37 with an annular outer surface 38, see also Figure 5, is arranged with a lower 
portion 39 of the surface, at should^'s B6ge 41 , whidi s^es as a bonding spot or 
bonding area 1 or 2 to which the annularinner surface of the shell 14 is bonded, in a 
manner hereinafter discussed. 

20 

The outer shell 14 is, like the cxjp wail 29. frusto-conical in shape. The shell 14 is fbrmed 
from paperboard which has an internal coating 42 of a thenno-sealable plastic material. 
The internal coa^g may be over aH or only in a bonding area or spot along a 
corresponding contact path 3. see also Rgure 7, of the sheO 14. The shell 14 has an 
inward cud 44. see Figure 3, formed on its kwer edge, and this Inward curl engages the 
outer surbce 4 of the o^) body wall 29 above the lower end of the cup 12 at a distance 
conBsponding apprDJdmately to the height of the cup bottom 24. 

An annular upper edge 9 or 51, see also Rgure 5. of shell 14 is immediately adjacent the 
30 curl 34 of the cup body 22 and may abut same liom below. The sheH 14 extends 

downwardly fifom there to a narrow, annular surface where it engages at least partially 
the uppo- wail section 37 and tte annutar outer surHaoe 38 at and sfiiW above the 
lower edge 41 of the shoulder 32. 

The thermo-sealable plastic coating 42 Inside shell 14 is locally melted before cup 12 
and sheD 14 ate assembled. After assembly the sheH 14 is thermally bonded at one or 
more bonding spots or bonding areas 1,2 illustrated, for example, in Rgure 6 as the spot 
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weld 53, where it is isonded to the cup body shoulder 32 or the annular outer surface 38 
adjacent its lower edge 41 , i.e. at a distance of alxiut 5 mm from the curl 34. Although 
the use of three spot welds 53 annularly spaced at regular intervals is described here, 
however, there may be as few as one or there may be more than three, and they may 
not be evenly spaced if more than one is us^. 

It is also possible to arrange a number of such bonding spots or bonding arieas above 
each other in vertical direcfion 7, see Rgure 3. or side-by-side in horizontal direction 6 or 
cjrcumliawtiai direction 8, see i^igure 2. 

10 

Refening now to Figuras 4 to 8, oord^ner 1 0 is fsdiricatBd according to the invenfion in 
\ha fbllowing steps: 

. the shefl 14 is fabricated of papertToard, which is selectively coated internally with 
a themio-seaiabie plastic material sudi as polyethylene, by Ibmiing around a . 
fmst(Hx>nicai mandrel; 

- the sheR is then removed fifom the mandrel and seated inside the corresponding 
shaped receiver or receiving member 20, see Figure 4, This receiving member 20 
20 comprises a itusto-conlcal sWrt porBon 21 , see Rgure 5, whidi is in abutment with 

the outer surface of the sheU wa0 16. At tie upper end of the sidrt portion 21 
receiving member 20 has a radially outwardly extending upper flange 23. 

In a next step an annular heating element is positioned against Uie inside of the shell 14 
and strips of the polyethylene coating are heated to its melting point, see Rgure 6. 

A previously assembled cup 12 is then drawn by suction into the shell until the annular 
periphery of its upper shoulder 32 seats against the shell at the melted strip along the 
conesponding contact path 3, see also Rgtre 7. 

30 

An annular disk 17 as a first member of a corresponding apparatus 1 1 for fabricafnig the 
corresponding container 10 is then posWoned inside the cup body 22 and snugly 
engages the inner surface of the cup body above the upper shoulder 32, see for example 

Figures 6 to 8. 

An annular rir^ 18 as a second member of the corresponding £^paratus 1 1 incoqxirating 
three radially extendable plungers as pressing members 19 is then placed around the 
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shell 14 at the level of the melted strip and the plungers are extended to press shell and 
cup walls together, see for ^omple Rgure 6, until they bond fogeOier at, for example, 
three spot welds 53 or bonding spots 1 or bonding areas 2. respectively. Such spot weld 
is referred to herein as a dot weld, see also Rgures 7 and 8. 

Disl< and ring are then removed and the assembled container is ejected from the 
receiving member 20. 

^ According to Rgure 6 ft is not necessary that the upper wall section 37 istcontactsd by ail 
of the upper end section of shell w^ 16 and it Is possible that a small gap Is provided 
between both Jist below outward cud 34. Only along the contact path 3, see Figure 7, 
whidi is for example ananged aogaoaTt to tfie upper anmdar shoulder 32 connespomSng 
bonding spots or bonding areas may be produced by pressing first member 17 and 
second member 1 8 together, see Inures 6 and 7. 

In Rgure 8, and also Rgure 7, the rijfig-llkB second member 18 with the plunger 19 Is 
Illustrated wherein it is ananged betoeen the upper surface of upper flange 23 of 
receiving member 20 and the lower end of outward cud 34, see again Rgure 6. 

20 

in Figure 7 it Is also illustrated that the oon-esponding plungers as pressing members 19 
are evenly distributed along circumfarantial direction 8 around container 10 and that 
three banding spots or bonding areas are formed. The corresponding pressing members 
19 are movable in displacement direction 45. 

Referring now to Figures 1 0 to 12, a container embodying features of a second 
embodiment of the present invention is seen generally at 10 in various stages of 
assembly. The container 10 is identical in construction to th6 previous described 
container, except for one feature. The cup 12 of the contssner i8:idenfical to fie 
30 previously described cup but shell 14 has a short cyfindrical secfion 50 fornied at Hs 

upper end. TTiis cylindrical secGon 50 of shell 14 seats flush against the outer surface 38 
of uppa wall sectbn 37. see also ttie pre\rious figures. Cup 1 2 and shell 1 4 are spot 
bonded together at one or more spots 53 as bonding spots 1 or bomSng areas 2 
conBsponding to those in the cup 1 0. Le. around shoulder 32 immediately adjacent to Its 
lower edge 41 . Although a cyiindricai section 50 seats flush against cup 12 above 
shoulder 32, it should be understood that the secb'on 50 is not bonded to the cup body 
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above the ring of spot isonds S3 and that coFrespondhg spot bonds or spot welds 53 are 
separated finom each other by bonding-free parts of the conesponding contact path 3. 

Also the receiving member 20 of the second embodiment is different from the first 
embodiment in that It has an integrally fanned second member 18 which Is fonned by 
counter pressing extension 25 verticaliy extending from an upp& surface from upper 
flange 23 of the receiving member 20. An upper end 27 of extension 25 abut cud 34 from 
bekw. 

The cup 1 0 is febricated according to the invention in the follo^Mng steps: 

. the shell Is fabricated of paperixiard wHch is selectively coated intamaily with ttie 
fhermo-sealable plastic material sudi as polyethylene, by forming around a frusto- 
oonlcal mandrel tmAng an upper, drcuiar (^indrical section: 
. . the shell 14 Is then removed from the mandrel arxl seated inside the 
corresponding shaped rec^ving member 20. see Figure 1 0; 

- an annular heating el«riertf is po^ttonedagavBtthe inside ofthe shell 14 and a 
strip of the polyethylene coating is heated to Its melting temperature; 

- a prsviousiyassernbied cup 22 is then drawn by suction into the sheU 14 unfi^ 
annular per^hery of the shoulder 31 of the cup body seats against the shell at the 
melted strip, see Figure 11; . 

. an annular ring as a first member 17. see Rgure 12, inoorparaiingfbr example 
three radially extendable plungers as pressing members 19 is then positioned 
inside the cup body 22 at the level of the melted strip and the piungeiB are 
. ^(tended to press shell and cup walls together against the external receiving 
member 20 and in parficular against the conresponding counter pressing 
eadension 25 unifl they are bonded together at for example, three spot or dot 
welds 53, see Figure 1 2; 

- the ring 17 is then ranraved and conteiner 10 is ejected from the receiving 
member20. 

Each contra- embocfiment hereinbefore described is diaraderized by having a ttienno- 
sealable plastic coating inside of its shell 14 bonded to the outer surface of a cup 12 by 
heat and pressure at a plurality of spot welds 53 which may be bonding spots 1 or 
bonding areas 2. The comasponding spot welds extend around and between those 
components. Those spot welds lie in an annular path, see contact path 3, adjacent the 
bottom edge of an upper wall section 37 of the cup body or upp^ cylindrical section 50 
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of the shell 14. Either of the container embodiments could also be fabricated by providing 
the themio-sealable plastic bonding material apf^ied locally to the exterior of the cup 
t)pdy at the u|^r wall section 37 without departing irom the present invention. In such a 
case ttie bonding material would be heated from the outside the cup before inserting it 
into the shell, of course. 
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WHAT IS CLAIMED IS : 

1 . An insulated container (1 0) for hot drinks or the like, comprising: 

a) an inner cup (12) having a generally frusto-conical cup body (22); 

b) a generally fmsto-conical outer shell (14); 

c) a thermo-sealable plastic coating (42) on at least one of the inside of said 

shell (14) and the outside of said cup body (22); 

d) said cup (12) being seated within said shell (14) so that the coating (42) 
extends at least along a contact path (3) near the upper edge (9) of the shell 

10 (14) along which contact path outer surface of the cup body (22) and inner 
surface of the shell (14) are in contact, 

characterized in that at least one bonding spot (1) and/or bonding area (2) for 
bonding said shell (14) to said cup body (22) by said plastic coating (42) is only 
tocally fonmed within said contact path (3). 

2. The insulated container awarding to claim 1 , characterized in that said 
contact path (3) is an annular path. 

3. The insulated container according to claim 1 or 2, characterized in that a 
number of bonding spots (1) and/or bonding areas (2) are formed along the 
contact path (3), all separated from each other by bonding-free parts of said 

20 contact path. 

4. The insulated container according to any one of claims 1 to 3. 
characterized in that bonding spot (1) and/or bonding area (2) are arranged 
side-by-side and separated from each other in horizontal (6) and/or vertical (7) 
direction within the contact path (3). 

5. The insulated container according to any one of claims 1 to 4, 
characterized in that bonding spots (1) and/or bonding areas (2) are evenly 
distributed in circumferential direction (8) of the contact path (3). 
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6. The insulated container according to any one of claims 1 to 5, 
characterized in that the contact path (3) is completely circulating the cup body 
(22) and the shell (14). 

7. The insulated container according to any one of claims 1 to 6, 
characterized in that said contact path (3) is formed between an annular upper 
wall section (37) of the cup body (22) and an upper essentially cylindrical section 
(50) of said shell (14). 

8. The insulated container according to any one of claims 1 to 7, 
characterized in that said bonding spots (1) and/or bonding areas (2) are 

10 arranged Immediately adjacent to a lower edge (41) of said annular upper wall 
section (37) of the cup body (22), where an upper shoulder (32) is formed. 

9. The insulated container according to any one of claims 1 to 8, 
characterized in that cup body (22) and/or shell (14) are made of paper board 
coated with said thermo-sealable plastic coating (42). 

10. A method of fabricating an insulated container for hot drinks or the like, 
comprising the steps of: 

a) forming a generally frusto-conical shell (14); 

b) heating a thermo-sealable plastic coating (42) provided on the inside of 
said shell (14) and/or on the outside of a generally frusto-conical cup (12) to its 

20 melting point; 

c) inserting said cup (12) into said shell (14) until the outside of the cup wail 
(13) seats against the melted plastic along a contact path (3), and 

d) pressing shell and cup wall (16,13) together at least at one bonding spot 
(1 ) and/or one bonding area (2) which are localized within said contact path (3). 

11. The method according to claim 10, wherein shell and cup wall (16,13) are 
pressed together fomning a plurality of bonding spots (1) and/or bonding areas 
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(2) to locally band said shell to said cup, said bonding spots and/or areas 
separated from each other by non-bonding parts along said contact path (3). 

12. The method according to claim 10 or 1 1, characterized in that said plastic 
coating (42) is an annular strip and that said strip is completely heated. 

1 3. The method according to any one of claims 1 0 to 1 2, characterized in that 
only parts of a strip (42) are heated, which then form or at least comprise said 
bonding spots (1) and/or bonding areas (2). 

14. The method according to any one of claims 10 to 1 3, characterized in that 
an annular or first member (17) with at least one radially displaceable or 
protruding pressing element (19) is positioned inside the cup body (22), which 
pressing member presses against an external or second member (1 8) to press 
the walls (13,16) of the cup body (22) and the shell (14) together by both 
members to fomi one or more bonding spots (1) and/or bonding areas (2). 
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